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LAMINATION PROCESS OPTIMIZATION
UTILIZING NEOPENTYL
GLYCOL-MODIFIED POLYESTERS

FIELD OF THE INVENTION

This invention pertains to thermoplastic articles made from
polyesters modified by neopentyl glycol and methods of pre-
paring the articles.

BACKGROUND OF THE INVENTION

Laminated architectural resin panels made from polyesters
modified by cyclohexanedimethanol (CHDM) are utilized by
architects and designers who participate in the construction of
new buildings and major renovations. However, the high tem-
peratures needed to produce the CHDM modified polyesters
can yield panels that have aesthetic defects. The temperature-
induced defects are manifest in two ways—as the lamination
temperature increases the propensity to burn or degrade some
encapsulated inclusions like botanicals or light emitting
capacitors also increases. Similarly, as the lamination tem-
perature increases the resin flows more readily and can either
distort or break the encapsulated inclusions (an aesthetic
defect). FIG. 1 can be used to further explain the aesthetic
defects that can be caused by directionally higher lamination
temperatures. The platens are parts of the equipment that
supply the heat and pressure for lamination. As the tempera-
ture of the upper and lower platens (layers “a” and “f”) are
increased under pressure, the upper and lower laminate sur-
faces (layers “c” and “e”) begin to heat and flow directionally
outward as shown. As the laminate surfaces flow outward, the
decorative interlayers (layer “d”) are pulled with the laminate
surfaces. For elastic inclusions like fabrics and printed
images on certain film substrates, the outward flow can stretch
these layers in an irregular manner causing an undesirable
distortion. For non-elastic inclusions like dried botanicals or
light emitting capacitors, the outward flow can cause inclu-
sion fracture. Similar effects can occur with layer “b” non-
elastic, cross-linked hardcoats can fracture and elastic films
containing ultraviolet absorbers can thin in a non-uniform
manner causing premature part failure from exterior weath-
ering. Both the distortion and fracture mechanisms are less
likely to occur at lower temperature lamination. Hence, a
need exists for finding modified polyesters that can be pro-
duced more quickly and at lower temperatures.

BRIEF SUMMARY OF THE INVENTION

A first embodiment of the present invention concerns a
thermoplastic article obtained by contacting a laminate com-
prising a first sheet material and a second sheet material with
heat and pressure using a heated element which results in the
simultaneous bonding of the sheet material;

wherein the first and second sheet materials are formed
from a copolyester having an inherent viscosity of 0.5to 1.2
dL/g, when measured at 25° C. using 0.50 grams of polymer
per 100 mL of a solvent consisting of 60 weight percent
phenol and 40 weight percent tetrachloroethane comprising:

(1) diacid residues comprising at least 80 mole percent
terephthalic acid residues; and

(ii) diol residues comprising from 98 to 1 mole percent
ethylene glycol residues and from 2 to 99 mole percent resi-
dues derived from neopentyl glycol in which the ethylene
glycol and neopentyl glycol residues constitute at least 80
mole percent of the diol residues.
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Another embodiment concerns a method of producing a
thermoplastic article comprising:

laminating a first sheet material and a second sheet material
to thereby form the article,

wherein the first and second sheet materials are formed
from a copolyester having an inherent viscosity of 0.5 to 1.2
dL/g, when measured at 25° C. using 0.50 grams of polymer
per 100 mL of a solvent consisting of 60 weight percent
phenol and 40 weight percent tetrachloroethane comprising:

(1) diacid residues comprising at least 80 mole percent
terephthalic acid residues; and

(i) diol residues comprising from 98 to 1 mole percent
ethylene glycol residues and from 2 to 99 mole percent resi-
dues derived from neopentyl glycol in which the ethylene
glycol and neopentyl glycol residues constitute at least 80
mole percent of the diol residues; and

wherein laminating is carried out at a temperature of about
80 to about 300° C. at a pressure of about 5 to about 400
pounds per square inch for a cycle time of about 2 to about 100
minutes.

BRIEF DESCRIPTION OF THE FIGURES

FIG. 1 shows a reduced thermoplastic layer flow through
lower lamination temperatures; and

FIG. 2 shows adhesion measurement via modified dual
cantilever beam test.

DETAILED DESCRIPTION

According to an embodiment, the present invention con-
cerns neopentyl glycol (NPG) modified polyesters useful for
producing thermoplastic articles such as sheets, films or lami-
nated architectural resin panels, and methods for producing
the panels. It has been discovered that polyesters modified by
NPG laminate more quickly than CHDM-modified versions
yet retain the properties that make modified polyesters the
material of choice in this market—water-like color and clar-
ity, high impact strength, low lamination temperature and low
flammability. Moreover, articles laminated with NPG-modi-
fied polyesters can alternatively be manufactured at lower
temperatures.

According to an embodiment a typical thermocompressive
lamination procedure includes placing the “book™ with
articles to be laminated in a heated press with platen tempera-
tures of about 80 to about 300° C., about 90 to about 200° C.,
about 100 to about 160° C., or even about 105 to about 130°
C. and a pressure of about 5 to about 400 pounds per square
inch, from about 20 to about 300 pounds per square inch, from
about 40 to about 200 pounds per square inch, or even from
about 50 to about 150 pounds per square inch for a cycle time
of about 2 to about 100 minutes, about 5 to about 90 minutes,
about 7 to about 80 minutes, or even about 10 to about 60
minutes, where the temperature and pressure depend on the
characteristics of the encapsulant or inclusion and length of
the cycle time depends on the thickness of the article being
laminated and the total number of articles being laminated
when stacked together (called a “book™) in one press opening.

A typical layup for the book might include the following
layers: a metallic transfer plate, a pressure distribution pad
(rubber silicone, paper corrugation, thermally-stable or con-
ductive fabric, etc.), a thin metallic “caul” plate, release film
or paper, an optional thin clear extruded copolyester film
containing an ultraviolet absorbing additive with an optional
matte texture oriented upward (matte texture toward the sheet
to be described next) to prevent air entrapment, extruded
copolyester plastic sheeting (with or without recycled mate-
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rial content) with matte surface upward, decorative or func-
tional layer to be encapsulated and repeating the layers in
reverse to complete the layup to make one laminated struc-
ture. Note that a book can be constructed such that several
laminates are manufactured in one press opening. Further
note that additional layers of extruded copolyester sheeting
and inclusions can be added to the laminate such that the
inclusions appear in multiple layers and hence show a three
dimensional floating effect. Also note that a mold made of
metal, plastic or other compositions with a decorative,
embossed or textured pattern could be substituted for the flat
caul plate described above such that the pattern is imparted
onto one or both of the exterior sides of the laminate. Those
skilled in the art will be able to describe several variations to
the above example.

Atypical thermoforming operation for one skilled in the art
might include clamping a sheet of copolyester plastic sheet-
ing to a frame, sliding this frame into an oven, allowing the
sheet to heat until the surface temperature reached about 220
to about 330° F., about 240 to about 315° F., about 260 to
about 300° F., or even about 275 to about 290° F. or until the
degree of sag in the middle of the sheet becomes about 1 to
about 16 inches, about 3 to about 14 inches, about 5 to about
12 inches, or even about 7 to about 10 inches, pulling the hot
sheet out of the oven and stretching the sheet over a mold,
applying vacuum as needed to obtain a satisfactory shape and
cooling the form with force-circulated air from a fan until the
temperature reaches about 55° C.

A typical drape-forming operation for one skilled in the art
would include clamping a sheet of extruded copolyester plas-
tic sheeting to a frame, sliding this frame into an oven, allow-
ing the sheet to heat until the surface temperature reached
about 220 to about 330° F., about 230 to about 300° F., about
235 to about 290° F., or even about 240 to about 280° F. or
until the degree of sag in the middle of the sheet becomes
about 1 to about 16 inches, about 2 to about 12 inches, about
3 to about 9 inches, or even about 4 to about 7 inches, pulling
the hot sheet out of the oven and allowing the weight of the hot
sheet to stretch over a mold and cooling the form with forced-
circulated air from a fan until the temperature reaches about
55°C.

A typical line-bending operation for one skilled in the art
would include placing a sheet of extruded copolyester plastic
sheeting over an electrically-energized heating element with
a spacing of about one half of one inch until the thermoplastic
sheeting becomes sufficiently pliable (about 200 to about
350° F., about 220 to about 330° F., about 240 to about 310°
F., or even about 260 to about 290° F.), mechanically bending
the sheet along the pliable edge to the desired angle, and
holding the object in place until cool (about 130° F.).

A typical fabrication step for one skilled in the art that
could require an elevated temperature might include polish-
ing the edge of a cut sheet of plastic containing copolyesters
to achieve a glass-like aesthetic surface by moving the tip of
the flame from a butane micro torch about 1 inch away from
the surface to be polished with a travel rate of about 1 inch per
second along the edge to be polished. Several passes may be
needed. Likewise, a heat gun with force-circulated hot air can
also be used, where the surface of interest could include either
the edge and/or the surface. Note that those skilled in the art
can describe several variations to the above example.

One embodiment of the present invention involves manu-
facturing film, sheet or articles containing NPG-modified
polyesters and subjecting the film, sheet or articles to an
extended heat history such that one or more layers are ther-
mally fused to form laminated articles that remain clear.
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Another embodiment of the present invention involves
manufacturing film, sheet or articles containing NPG-modi-
fied polyesters and subjecting the film, sheet or articles to an
extended heat history such that one or more layers are ther-
mally fused to form laminated articles that become translu-
cent or opaque through the heat-induced crystallization of
one or more said layers.

Another embodiment of the present invention involves
thermoplastic articles containing NPG-modified polyesters
where the articles include, but are not limited to, decorative
laminates, functional laminates, thermoformed articles,
drape formed articles, line-bent articles or articles that have
post-manufacturing fabrication (such as edge or surface pol-
ishing with a micro torch, a heat gun, and the like), and the
like.

The decorative and functional laminates may include adhe-
sion to the surface of one or more, or encapsulation between
two or more, layers of clear thermoplastic film or sheet con-
taining copolyesters and where the insert to be adhered or
encapsulated include, but is not limited to, films, fabric,
metallic wire, rod, bar, mesh, decorative amorphous metallic
surfaces (metallic “macro zeolites”), wood, stone, paper,
printed images, vegetation, wood, wood chips, grasses,
thatch, flowers, flower petals, wheat, grains, natural papers,
glass, crushed glass, pebbles, moss, and the like, or at least
one electrically energized device comprising light emitting
capacitors (LEC’s), light emitting diodes (LED’s), printed
“circuit boards” or paper that emit light when energized,
electrochromic layers, photovoltaics, transmitters, receivers,
antennas, electromagnets, electrodes and smart sensors
capable of detecting wind speed and direction, temperature,
pressure, relative humidity, rainfall, motion, radiation, spe-
cific chemical species or combinations thereof, and the like.

These products are intended for use primarily as decorative
or functional articles which include, but are not limited to,
counter tops, table tops, cabinet doors, game boards, toys,
panels for shower stalls, hot tubs, marker boards, indoor and
outdoor signs, vanity tops including sink, soap dish, back
splash, flooring, billboard signage, backlit bus advertisement,
street furniture, bus shelters, visual merchandizing displays,
flooring, ceilings, kiosks, smart sensors, decorative walls,
partitions, glazing applications, skylights, and the like.

The term “polyester”, as used herein, is intended to include
“copolyesters” and is understood to mean a synthetic polymer
prepared by the reaction of one or more difunctional carboxy-
lic acids and/or multifunctional carboxylic acids with one or
more difunctional hydroxyl compounds and/or multifunc-
tional hydroxyl compounds. Typically the difunctional car-
boxylic acid can be a dicarboxylic acid and the difunctional
hydroxyl compound can be a dihydric alcohol such as, for
example, glycols and diols. These diacids and diols form
linear polyesters. The term “glycol” as used in this applica-
tion includes, but is not limited to, diols, glycols, and/or
multifunctional hydroxyl compounds. A multifunctional
hydroxyl, such as pentearythritol, forms branched copolyes-
ters. Alternatively, the difunctional carboxylic acid may be a
hydroxy carboxylic acid such as, for example, p-hydroxyben-
zoic acid, and the difunctional hydroxyl compound may be an
aromatic nucleus bearing 2 hydroxyl substituents such as, for
example, hydroquinone. The term “residue”, as used herein,
means any organic structure incorporated into a polymer
through a polycondensation and/or an esterification reaction
from the corresponding monomer. The term “repeating unit”,
as used herein, means an organic structure having a dicar-
boxylic acid residue and a diol residue bonded through a
carbonyloxy group. Thus, for example, the dicarboxylic acid
residues may be derived from a dicarboxylic acid monomer or
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its associated acid halides, esters, salts, anhydrides, or mix-
tures thereof. Furthermore, as used in this application, the
term “diacid” includes multifunctional acids such as branch-
ing agents. As used herein, therefore, the term dicarboxylic
acid is intended to include dicarboxylic acids and any deriva-
tive of a dicarboxylic acid, including its associated acid
halides, esters, half-esters, salts, half-salts, anhydrides, mixed
anhydrides, or mixtures thereof, useful in a reaction process
with a diol to make polyester. As used herein, the term
“terephthalic acid” is intended to include terephthalic acid
itself and residues thereof as well as any derivative of tereph-
thalic acid, including its associated acid halides, esters, half-
esters, salts, half-salts, anhydrides, mixed anhydrides, or mix-
tures thereof or residues thereof useful in a reaction process
with a diol to make polyester.

In one embodiment of the invention suitable polyesters
include copolyesters commercially available from Artenius, a
division of La Seda de Barcelona under the Radicron brand
name. These copolyesters comprise repeating units of diacid
residues and diol residues. At least 80 mole percent of the
diacid residues are terephthalic acid residues. The diacid
component of the copolyesters optionally may comprise up to
20 mole percent of one or more other dicarboxylic acid such
that the sum of the dicarboxylic acid units is equal to 100 mol
percent. Examples of such other dicarboxylic acids include
phthalic acid, isophthalic acid, 1,4-, 1,5-, 2,6- or 2,7-naphtha-
lenedicarboxylic acid, 1,3- or 1,4-cyclohexanedicarboxylic
acid (which may be cis, trans or a mixture thereof), cyclohex-
anediacetic acid, trans-4,4'-stilbenedicarboxylic acid, 4,4'-
oxydibenzoic acid, 3,3'- and 4,4'-bi-phenyldicarboxylic acids
and aliphatic dicarboxylic acids such as malonic, succinic,
glutaric, adipic, pimelic, suberic, azelaic, sebacic, nonane,
decane, and dodecanedicarboxylic acids. The “residue” of the
dicarboxylic acids described herein is that portion of the
diacid which constitutes a portion of a diester of the diacid.
The diacid residues may be derived from the dicarboxylic
acid, dialky] esters thereof, e.g., dimethyl terephthalate and
bis(2-hydroxyethyl)terephthalate, acid chlorides thereof and,
in some cases, anhydrides thereof.

In one embodiment of the present invention, the diol com-
ponent of the copolyesters comprises from 98 to 1 mole
percent ethylene glycol residues and 2 to 99 mol percent
neopentyl glycol. Up to 20 mole percent, up to 10 mole
percent, or up to 5 mol percent of the diol component may be
made up of the residues of one or more diols other than
ethylene glycol and neopentyl glycol such that the sum of all
diol residues is 100 mole percent. Examples of such addi-
tional diols include cycloaliphatic diols having 3 to 16 carbon
atoms and aliphatic diols having 3 to 12 carbon atoms. Spe-
cific examples of such other diols include, but are not limited
to, 1,2-propanediol, 1,3-propanediol, 1,4- or 1,3-cyclohex-
anedimethanol (cis-, trans-, and mixtures thereof), 2-methyl-
1,3-propanediol, 1,4-butanediol, 1,5-pentanediol, 1,6-hex-
anediol, 2,2,4,4-tetramethyl-1,3-cyclobutanediol (trans-, cis-
or mixtures thereof), and p-xylylene glycol. In one embodi-
ment of the present invention, the diol component of the
copolyesters consists essentially of residues of ethylene gly-
col and neopentyl glycol wherein the mole ratio of ethylene
glycol residues:neopentyl glycol residues is about 5:95 to
about 95:5, about 38:62 to about 88:12, or about 50:50 to
about 77:23.

Conventional polycondensation processes can be used to
prepare the polyesters useful in the present invention. These
include direct condensation of the acid(s) with the diol(s) or
by ester interchange using lower alkyl esters. In one aspect,
the inherent viscosity of the polyesters of the present inven-
tion may range from about 0.5 to about 1.2 dL./g or about 0.6
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6

to about 0.9 dl/gat 25° C., measured by dissolving about 0.50
g of the polyester in about 100 mL of a solvent consisting of
60% by weight phenol and 40% by weight tetrachloroethane.

The polymerization reaction to form the polyesters useful
in the present invention may be carried out in the presence of
one or more conventional polymerization catalysts. Typical
catalysts or catalyst systems for polyester condensation are
well known in the art. Examples of useful catalyst systems
include Ti, Ti/P, Mn/Ti/Co/P, Mu/Ti/P, Zn/Ti/Co/P, Zn/Al,
and Li/Al. When cobalt is not used in the polycondensation,
copolymerizable toners may be incorporated into the copoly-
esters to control the color of these copolyesters so that they
are suitable for applications in which color may be an impor-
tant property. In addition to the catalysts and toners, other
conventional additives, such as antioxidants, dyes, etc., may
be used in the copolyesterifications in typical amounts.

In certain embodiments, one or more branching agents may
also be useful in making the polyesters useful in the present
invention. The branching agent can be one which provides
branching in the acid unit portion of the polyester, or in the
glycol unit portion, or it can be a hybrid. Illustrative of such
branching agents are polyfunctional acids, polyfunctional
glycols and acid/glycol hybrids. Examples include, but are
not limited to, tri or tetracarboxylic acids, such as trimesic
acid, pyromellitic acid and lower alkyl esters thereof and the
like, and tetrols such as pentaerythritol. Also triols such as
trimethylolpropane or dihydroxy carboxylic acids and
hydroxydicarboxylic acids and derivatives, such as dimethyl
hydroxy terephthalate, and the like are useful within the con-
text of this invention. Trimellitic anhydride is a preferred
branching agent. The branching agents may be used either to
branch the polyester itself or to branch the polyester/polycar-
bonate blend of the invention.

The polyesters useful in certain embodiments of this inven-
tion maybe made by conventional melt processing tech-
niques. For example, pellets of two or more polyesters with
different levels of comonomer or additive modification may
be mixed and subsequently melt blended on either a single or
twin screw extruder to form a homogenous mixture.

In one embodiment of the present invention, the laminate is
made from sheet material from which the upper (or outer)
layer or surface is formed generally has a thickness in the
range of about 0.015 to about 0.500 inch (about 0.38 to about
12.70 mm) or of about 0.050 to about 0.250 inch (about 1.27
to about 6.35 mm). The sheet material from which the lower
(or backing) layer or surface is formed typically has a thick-
ness in the range of about 0.015 to about 0.500 inch (about
0.38 to about 12.70 mm) or of about 0.050 to about 0.250 inch
(about 1.27 to about 6.35 mm).

In one aspect of the present invention, the thermoplastic
article of the present invention may be produced by subject-
ing the laminate to temperatures and pressures sufficient to
cause the upper or lower sheet materials to bond (or fuse)
around the object to be encapsulated. Although the upper and
lower sheet may also bond to the object to be encapsulated,
this is not required for the present invention. However, tem-
peratures which cause decomposition, distortion, or other
undesirable effects in the encapsulant should be avoided.
Typically, the bonding temperatures are in the range of about
80 to about 218° C. (about 176 to about 425° F.), about 82 to
about 200° C. (about 180 to about 392° F.). For certain
embodiments of the invention, the temperature has a lower
limit of 80, 90, 100, 110, 120, 130, 140, 150, 160, 170, 180,
190, 200, 210, or 220° C. The temperature has an upper limit
0233, 220,210, 200, 190, 180, 170, 160, 150, 140, 130, 120,
110, 100, or 90° C. For various embodiments of the invention
the range of temperature may be any combination of the lower
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limit of temperature with any upper limit of temperature. The
pressures utilized in the bonding or laminating of the thermo-
plastic article of the invention preferably are in the range of
about 0.034 to about 2.41 MPa (about 5 to about 350 pounds
per square inch gauge (“psig”)). For certain embodiments of
the invention, the pressure has a lower limit of 5, 10, 20, 30,
40, 50, 60, 70, 80, 90, 100, 110, 120, 130, 140, 150, 175, 200,
225, 250, 275, 300 or 325 psig. For certain embodiments of
the invention, the pressure has an upper limit of 10, 20, 30, 40,
50, 60,70, 80, 90, 100, 110, 120, 130, 140, 150, 175,200, 225,
250, 275, 300, 325 or 350 psig. For various embodiments of
the invention the range of pressure may be any combination of
the lower limit of pressure with any upper limit of pressure.

The temperature for bonding the thermoplastic articles will
vary depending, for example, on the particular material or
blend employed and the thickness of the sheet materials used,
and may be determined by those skilled in the art using the
disclosures herein. The pressure will vary depending on the
pressure sensitivity of the object being encapsulated. Light
emitting capacitor (LEC) panels, as an example, can be
pressed at approximately 0.10 MPa (15 psi). The laminate is
held at the appropriate temperature and pressure for about 5 to
45 minutes, or until such time as a bond is formed between the
upper and lower sheet materials. After 5 to 45 minutes, the
bonded/fused thermoplastic article is allowed to cool under
pressures from about 0.034 to about 2.41 MPa (about 5 to
about 350 psi) or about 0.10 MPa (15 psi), until it cools below
the glass transition temperature of the sheet material. In cer-
tain embodiments according to the present invention, during
the bonding process, the sheet material may be bonded or
fused to the object to be encapsulated without the use of an
adhesive.

The residence times of about 5 to about 45 minutes are
generally applicable to single laminate layup configurations.
Multiple laminate layups (called a book), stacked vertically
and separated by release papers and caul plates (optional ), can
also be constructed such that multiple laminates are produced
in just one heated platen opening. The residence times for
these multiple layup configurations may exceed 45 minutes.
Proper residence times for multiple layup configurations may
be determined by one of ordinary skill using the disclosures
herein. The lower limit of residence time may be 5, 10, 20, 30,
40, 50, 60, 70, or 80 minutes. The upper limit of residence
time may be 90, 80, 70, 60, 50, 40, 30, 20, or 10 minutes. For
various embodiments of the invention the range of residence
times may be any combination of the lower limit of residence
time with any upper limit of residence time.

One aspect of the current invention involves the use of
relatively low forces in the thermocompressive lamination of
pressure-sensitive electrical structures which may cause air
entrapment. Typical air removal methods include lamination
under a vacuum; pre-drying the raw materials; or creating
channels for air escape, such as a matte texture on the sheet
surface, matte textured release paper, or including a “glass
sheen” PET fabric (available from Danzian) between areas
prone to air entrapment. For thicker panels, polymeric thin
film shims can be added around the article to be encapsulated
to further aid air removal. When using matte sheet, place the
matte side facing the encapsulated item. The target “Ra” or
surface roughness measurement should be about 10 to about
400 micro inches, about 30 to about 350 micro inches, about
50 to about 300 micro inches, or about 70 to about 250 micro
inches, where the preferred surface roughness value depends
on the type of inclusion being encapsulated.

For temperature-sensitive objects, additional insulating
layers can be added to further protect the sensitive portions of
the panel. The insulating layers may be an interior layer that
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becomes a part of the finished laminated panel or the insulat-
ing layers may be external layers that are removed when the
laminated panel is removed from the lamination press.

The upper and lower sheet materials used in the manufac-
ture of the thermoplastic articles of the present invention may
be the same or different. For example, the upper and lower
sheet materials may be produced from different polyesters,
polyester/polycarbonate blends, polyvinyl chloride, poly-
acrylates or polycarbonates, including compositions that con-
tain different additives. When the upper and lower sheet mate-
rials are produced from chemically dissimilar materials, the
dissimilar materials must be thermally compatible. As used
herein, the term “thermal compatibility” means that when
layers of the sheet materials are bonded together under con-
ditions of elevated temperature and pressure, the layers
undergo approximately equal thermal expansion or contrac-
tion such that the solid surface is substantially planar.

The polyesters useful in various embodiments of the inven-
tion may contain impact modifiers, stabilizers, nucleating
agents, extenders, flame retarding agents, reinforcing agents,
fillers, antistatic agents, antimicrobial agents, antifungal
agents, self-cleaning or low surface energy agents, mold
release agents, scents, colorants, antioxidants, extrusion aids,
slip agents, release agents, carbon black, and other pigments,
and the like, all and mixtures thereof which are known in the
art for their utility in polyesters or polyester/polycarbonate
blends. In particular, the use of phosphorous based stabilizers
for further color reductions, if needed, is well known in the
art.

Some encapsulants may have a sensitivity to moisture
when exposed to outdoor environments. In addition to pre-
drying the raw materials, the encapsulation of additional
moisture barriers, such as a layer of EVOH or nanoclay-
impregnated metaxylene diamine (“MXD6), may be
required beyond the copolyester, et al, sheeting already
present. These barrier layers can be added to the laminate
layup as either a film or co-extruded directly onto the plastic
sheeting. Desiccants or other hydrophilic moisture scaven-
gers can also be encapsulated with the panels.

The composition and blends thereof constituting the sheet
materials used in the manufacture of the articles and sheeting
of'the present invention may not be as hard or scratch resistant
as may be necessary or desired for certain end uses. For
example, an end use in which the exterior surface of the
thermoplastic article may be subjected to scratching or abra-
sion, i.e., in a wall decoration, may require the application of
an abrasion-resistant coating to the exterior surface. For
example, films consisting of fluorinated hydrocarbons, poly
(perfluoroethylene) such as TEDLAR from duPont Chemical
Company or oriented poly(ethylene terephthalate) such as
MYLAR from duPont Chemical Company may be used to
improve both chemical and abrasion resistance. The abrasion
resistant film typically has a thickness in the range of about
0.025 10 0.254 mm (0.001-0.01 inch), preferably about 0.051
to 0.178 mm (0.002-0.007 inch), and most preferably about
0.076 mm (0.003 inch). However, abrasion resistant film thin-
ner or thicker than these ranges may be used since the thick-
ness of such film is limited only by the available equipment,
cost and functionality considerations. An adhesive optionally
may be used between the thermoplastic sheet and the abrasion
resistant film.

Alternatively, an abrasion resistant coating may be applied
to a plastic film and then the film bearing the abrasion resis-
tant coating may be laminated to one or both sides of the
article of the present invention. The film may be selected from
a number of thermoplastic materials compatible with the
lamination process such as poly(vinyl chloride), PETG
copolyester, poly(ethylene terephthalate), poly(methyl meth-
acrylate), polycarbonate, polyester/polycarbonate blends,
and the like.



US 9,150,006 B2

9

The film thickness may range from about 0.0025 to about
0.381 mm (about 0.001 to about 0.015 inch) or about 0.0762
to about 0.203 mm (about 0.003 to about 0.008). The coating
may be selected from a number of commercially-available
materials such as polyurethanes, fluorinated polyurethanes
and silicones which are cured by heat or they may be selected
from materials that are cured by ultraviolet (UV) or electron
beam (EB) radiation. Such UV/EB cured materials fall under
the general class of acrylates and modified acrylates that
contain fluorine, silicone, epoxy, polyester, polyether or
caprolactone residues or functional groups. The particular
coating material selected will depend primarily on the degree

10

10

the resin at about 160 deg F. overnight then feeding the resin
to an extruder—a non-vented MPM extrusion line witha L/D
of'25:1 fitted with a 2.5 inch barrier-type screw. The extrusion
conditions included a straight profile temperature set point of
about 490 deg F. which resulted in a production rate of
approximately 100 pounds per hour. The materials were
extruded through a 20 inch coat hanger die onto a 3 roll stack
configuration. The roll temperatures were set to cool the sheet
while minimizing stress with cooling temperature set points
01’80 deg F. on the top roll, 120 deg F. on the middle roll and
150 deg F. on the bottom roll. The extruded sheet from
Examples 1 and 2 were then analyzed with the following
results:

TABLE 1

Analvytical Test Results for Polyester Samples

Chemical Composition (NMR) Glass Transition Inherent Molecular Weight
TPA EG CHDM NPG DEG  Temperature (DSC)  Viscosity Distribution (GPC)
mol% mol% mol% mol% mol% deg C. dL/g Mn Mw Mv
Example 1 100 69.2 0 29.1 1.7 78 0.652 19378 46716 74080
Example 2 100 68.5 304 0 1.1 81 0.728 18288 40158 62784
25

of abrasion resistance required. Application of the liquid,
heat- or UV/EB-curable precursor of the abrasion resistant
coating may be carried out according to conventional proce-
dures and usually is accomplished on a roll coating machine.
The thickness of the coating applied to a film generally is
about 0.0076 to about 0.051 mm (about 0.0003 to about 0.002
inch) or about 0.0127 mm (about 0.0005 inch). Primers or tie
layers can also be used between the hardcoat and film layer to
promote adhesion.

These coatings may be applied in a manner similar to the
application of paints. The coatings exist either as predomi-
nantly undiluted material with very little volatile content or as
solvent- or water-based materials. In addition to being
applied to a film that can be laminated to the structure as part
of the process, they may be applied directly to the finished
product. Application may be carried out by a variety of tech-
niques such as roll, paint, spray, mist, dip and the like.

EXAMPLES
Example 1

Extruded sheet samples 0 0.118 inch thickness were made
from Radici’s Radicron 1480 (NPG-modified polyester, now
available from Artenius, a division of La Seda de Barcelona
under the Radicron brand name) by drying the resin at about
160 deg F. overnight then feeding the resin to an extruder—a
non-vented MPM extrusion line with a L/D of 25:1 fitted with
a 2.5 inch barrier-type screw. The extrusion conditions
included a straight profile temperature set point of about 490
deg F. which resulted in a production rate of approximately
100 pounds per hour. The materials were extruded through a
20 inch coat hanger die onto a 3 roll stack configuration. The
roll temperatures were set to cool the sheet while minimizing
stress with cooling temperature set points of 80 deg F. on the
top roll, 120 deg F. on the middle roll and 150 deg F. on the
bottom roll.

Example 2

Extruded sheet samples 0 0.118 inch thickness were made
from Spectar 14471 (CHDM-modified polyester) by drying
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The polyester composition analysis was performed by ‘H
NMR Spectrometry where the spectra were recorded on a
JEOL Eclipse 600 MHz spectrometer using a 70/30 (v/v)
mixture of chloroform-d and trifluoroacetic acid and where
64 scans were taken using a 90 degree pulse and a 15 second
relaxation delay. “TPA” refers to terephthalic acid, “EG”
refers to ethylene glycol, “CHDM” refers to cyclohex-
anedimethanol and “DEG” refers to diethylene glycol, a
byproduct formed during the polymerization reaction.

The glass transition temperatures were determined using a
TA Instruments 2950 differential scanning calorimeter (DSC)
at a scan rate of 20° C./minute according to ASTM D3418.
The readings were taken from the second DSC scan in order
to remove heat history effects.

The polyester inherent viscosities were determined in
60/40 (wt/wt) phenol/tetrachloroethane at a concentration of
0.5 /100 ml at 25° C. as generally described in ASTM
method D2857-95.

The molecular weight analysis by GPC was performed in
methylene chloride, at ambient temperature and at a flow rate
of 1 ml/min. Sample solutions were prepared by dissolving
about 28 mg of polymer in 25 ml of methylene chloride, and
adding 20 ul of toluene as a flow-rate marker. 100 pl of this
solution was injected onto a column set consisting of two
Polymer Laboratories 5 um PLgel Mixed-C columns and a
matching guard column. The molecular weight of the eluted
polymer as a function of elution volume was determined with
a Wyatt Technology miniDawn TriStar three angle light scat-
tering detector, together with an Optilab DSP differential
refractometer, also from Wyatt. The molecular weight distri-
bution was calculated by integration of the refractive index
chromatogram, using the molecular weight versus elution
volume information from the light scattering as the column
calibration.

Examples 3-13

The samples described in Examples 1 and 2 were then
subjected to extended heat histories in a thermocompressive
lamination process to discover the relationship between adhe-
sive strength versus lamination time for each category of
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materials. A 12 inch square layup was assembled according to
the following layered arrangement—a layer of blotter paper
on bottom, a 60 mil rubber pad, a polished metal caul sheet,
Sappi release paper with a “patent” high gloss finish, 0.118
inch extruded sheet sample, a second 0.118 inch extruded
sheet sample (to form a laminate) and continuing this layup
pattern in reverse (release paper, caul sheet, rubber pad, blot-
ter paper). It should be also be noted that a 0.001 inchx1
inchx12 inch strip of polyethylene masking was inserted
between the two extruded sheet samples along one edge to
prevent lamination in this localized area. This “pre-crack”
aids in proper adhesion measurement. J-type thermocouple
wires were also inserted between the two extruded sheet
samples to obtain a time-series history of the interfacial sheet
temperature.

The entire layup was placed in a Carver press at 221 deg F.
platen temperature and 20,000 1b,(about 139 psi panel pres-
sure) for 2 minutes before the cooling water flow was opened.
This process was then repeated with new sheet to make addi-
tional laminates at 3, 4, 5, 6, 7, 8 and 10 minutes of total
lamination heating time as shown in Table 2, below.

TABLE 2

10
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The results show that NPG-modified polyesters form a
sheet to sheet interfacial bond more quickly than CHDM-
modified polyesters. Although the glass transition tempera-
ture of the neopentyl glycol-modified polyester is slightly
lower than the CHDM-modified polyester, this minor difter-
ence does not account for significant difference in lamination
time. Further, the peak temperature shows that heat transfer
between the two materials was also equivalent. Laminates
made from NPG-modified polyesters translate to a faster
cycle time and therefore a more efficient manufacturing pro-
cess than CHDM-modified polyesters.

Examples 14-25

In commercial decorative laminate manufacturing, some
articles are manufactured using the layup described in
Examples 3-13. However, there are times when a “glass
sheen” woven PET fabric is also used to aid air removal from
between the sheet to sheet interface. To discover the effect of
utilizing this fabric, the samples described in Examples 1 and

Characterization of Laminates Made without Encapsulated Inclusions

Lamination Heating Interfacial ~ Peak Temperature
Example#  Extruded Sheet Source Time (minutes) Adhesion (J/m 2) (deg C.)
Example 3  NPG copolyester from Example 1 2 7 72.8
Example4  NPG copolyester from Example 1 3 68 81.9
Example 5  NPG copolyester from Example 1 4 424 90.3
Example 6  NPG copolyester from Example 1 5 528 95.3
Example 7 NPG copolyester from Example 1 6 773 98.1
Example 8  NPG copolyester from Example 1 7 974 99.3
Example 9 ~ CHDM copolyester from Example 2 5 25 92.7
Example 10 CHDM copolyester from Example 2 6 190 99.0
Example 11  CHDM copolyester from Example 2 7 640 100.4
Example 12 CHDM copolyester from Example 2 8 679 100.4
Example 13 CHDM copolyester from Example 2 10 798 102.2

The interfacial adhesion was measured according to a
modified version of the Dual Cantilever Beam test (ASTM
D3433). ASTM D3433 was initially written to measure the
fracture energies of adhesives on metallic beams and was
modified herein such that no adhesive was utilized, the beams
were thermoplastic polyesters and multiple pulls were aver-
aged to improve the test method precision. Test coupons of 1
inchx6 inch dimensions were cut from the 12 inch laminates
such that the 1 inchx1 inch polyethylene masking remained
on one end (FIG. 1). The area with the masking is where
polyester to polyester lamination was prevented to aid proper
adhesion measurement. Two holes were drilled and tapped
(threaded) on each side of the test bar on the non-laminated
end. A hinge was then attached to each side and the free end
of each hinge was clamped to a MTS Model 5565 Instron
tensile measurement instrument such that the pull was ori-
ented perpendicular to the laminate face (perpendicular to the
1 inchx6 inch face). One “pull” consisted of the lever arms
bending and spreading apart with a crosshead speed of 0.4
inches per minute until the force at yield was measured. The
force at yield constituted mechanically-induced delamination
at the sheet to sheet interface which was visually detectable.
Ten such pulls were measured and the average calculated as
shown in Table 2.
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2 were subjected to extended heat histories in a thermocom-
pressive lamination process to again discover the relationship
between adhesive strength versus lamination time for each
category of materials. A 12 inch square layup was assembled
according to the following layered arrangement—a layer of
blotter paper on bottom, a 60 mil rubber pad, a polished metal
caul sheet, Sappi release paper with a “patent” high gloss
finish, 0.118 inch extruded sheet sample, a piece of glass
sheen (woven PET fabric), a second 0.118 inch extruded sheet
sample (to form a laminate) and continuing this layup pattern
in reverse (release paper, caul sheet, rubber pad, blotter
paper). It should be also be noted that a 0.001 inchx1 inchx12
inch strip of polyethylene masking was inserted between the
two extruded sheet samples along one edge to prevent lami-
nation in this localized area. This “pre-crack™ aids in proper
adhesion measurement. J-type thermocouple wires were also
inserted between the two extruded sheet samples to obtain a
time-series history of the interfacial sheet temperature.

The entire layup was placed in a Carver press at 221 deg F.
platen temperature and 20,000 Ib(about 139 psi panel pres-
sure) for 3 minutes before the cooling water flow was opened.
This process was then repeated with new sheet to make addi-
tional laminates at 4, 5, 6, 7, 8, 9 and 10 minutes of total
lamination time as shown in Table 3, below.
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TABLE 3

14

Characterization of Laminates Made with Encapsulated Glass Sheen Fabric

Lamination Heating Interfacial ~ Peak Temperature
Example#  Extruded Sheet Source Time (minutes) Adhesion (J/m 2) (deg C.)
Example 14  NPG copolyester from Example 1 3 54 79.6
Example 15 NPG copolyester from Example 1 4 80 85.8
Example 16 NPG copolyester from Example 1 5 156 90.4
Example 17 NPG copolyester from Example 1 6 198 94.5
Example 18  NPG copolyester from Example 1 7 371 99.4
Example 19 NPG copolyester from Example 1 8 668 100.2
Example 20  NPG copolyester from Example 1 5 0 91.3
Example 21  CHDM copolyester from Example 2 6 101 96.5
Example 22 CHDM copolyester from Example 2 7 226 98.6
Example 23 CHDM copolyester from Example 2 8 314 100.9
Example 24 CHDM copolyester from Example 2 9 488 100.7
Example 25 CHDM copolyester from Example 2 10 553 101.3

The interfacial adhesion was measured using the modified
Dual Cantilever Beam test method described in Examples
3-13.

Similar to Examples 3-13, Table 3 shows that NPG-modi-
fied polyesters with encapsulated glass sheen fabric also form
a sheet to sheet interfacial bond more quickly than CHDM-
modified polyesters with encapsulated glass sheen fabric.
Laminates made from NPG-modified polyesters therefore
translate to a faster cycle time and therefore a more efficient
manufacturing process than CHDM-modified polyesters
with or without encapsulating glass sheen fabric.

The invention has been described in detail with particular
reference to preferred embodiments thereof, but it will be
understood that variations and modifications can be effected
within the spirit and scope of the invention.

We claim:

1. A thermoplastic article obtained by contacting a lami-
nate comprising a first sheet material and a second sheet
material with heat and pressure using a heated element which
results in the simultaneous bonding of the sheet material;

wherein the first and second sheet materials are formed

from a copolyester having an inherent viscosity of 0.5 to
1.2 dL/g, when measured at 25° C. using 0.50 grams of
polymer per 100 mL of a solvent consisting of 60 weight
percent phenol and 40 weight percent tetrachloroethane
comprising:

(1) diacid residues comprising at least 80 mole percent

terephthalic acid residues; and
(ii) diol residues consisting essentially of ethylene glycol
residues and neopentyl glycol residues in a mole ratio of
ethylene glycol to neopentyl glycol of from about 38:62
to 88:12,

wherein the laminate has an interfacial adhesion at least
about 1.5 times greater than a laminate with diol residues
consisting essentially of ethylene glycol residues and
1,4-cyclohexanedimethanol residues in a mole ratio of
ethylene glycol to 1,4-cyclohexanedimethanol of from
about 38:62 to 88:12.

2. A thermoplastic article according to claim 1 wherein the
upper and lower sheet materials have a thickness in the range
of about 0.38 to about 12.70 mm.

3. A thermoplastic article according to claim 1 wherein the
upper sheet material has a thickness in the range ofabout 0.38
to 12.70 mm and the copolyester has an inherent viscosity of
0.6t0 0.9 dL/g, when measured at 25° C. using 0.50 grams of
polymer per 100 mL of a solvent consisting of 60 weight
percent phenol and 40 weight percent tetrachloroethane.
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4. A thermoplastic article according to claim 3 wherein the
article includes an abrasion-resistant coating on one or both
of the outside surfaces of the article.

5. A thermoplastic article according to claim 4 wherein the
abrasion resistant coating is provided as a film having a thick-
ness in the range of about 0.0025 to 0.381 mm.

6. A thermoplastic article according to claim 4 wherein the
abrasion resistant film is provided as a fluorinated hydrocar-
bon, poly(perfluoroethylene), or oriented poly(ethylene
terephthalate) film having a thickness in the range of about
0.0025 to 0.381 mm.

7. A thermoplastic article according to claim 4 wherein the
abrasion resistant coating is a heat-, ultraviolet- or electron
beam-cured material on a film of poly(vinyl chloride), PETG
copolyester, poly(ethylene terephthalate), poly(methyl meth-
acrylate) or polycarbonate.

8. A thermoplastic article according to claim 3 wherein the
upper sheet material has a thickness of 1.27 to 6.35 mm.

9. A thermoplastic article according to claim 7 wherein the
abrasion resistant coating is a heat-cured silicone, polyure-
thane or fluorinated polyurethane or a ultraviolet- or electron
beam-cured material selected from modified acrylates con-
taining polyurethane, fluorinated polyurethane, silicone,
epoxy, polyester, polyether or caprolactone residues.

10. A thermoplastic article according to claim 2 wherein
the upper sheet material is transparent and the lower sheet
material is translucent or opaque.

11. A thermoplastic article according to claim 1, wherein at
least one of the sheets has a decorative texture or design on its
surface.

12. A thermoplastic article according to claim 1, further
comprising an insert adhered to one of said first sheet material
or second sheet material or encapsulated between said first
sheet material or second sheet material.

13. A thermoplastic article according to claim 12, wherein
the insert is selected from the group consisting of films,
fabric, metallic wire, rod, bar, mesh, decorative amorphous
metallic surfaces, wood, stone, paper, printed images, vegeta-
tion, wood, wood chips, grasses, thatch, flowers, flower pet-
als, wheat, grains, natural papers, glass, crushed glass,
pebbles, moss, and the like, or at least one electrically ener-
gized device comprising light emitting capacitors (LEC’s),
light emitting diodes (LED’s), printed circuit boards or paper
that emit light when energized, electrochromic layers, pho-
tovoltaics, transmitters, receivers, antennas, electromagnets,
electrodes and smart sensors.

14. A thermoplastic article according to claim 13, wherein
the article is selected from the group consisting of counter
tops, table tops, cabinet doors, game boards, toys, panels for
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shower stalls, hot tubs, marker boards, indoor signs, outdoor
signs, vanity tops, flooring, billboard signage, backlit bus
advertisement, street furniture, bus shelters, visual merchan-
dizing displays, flooring, ceilings, kiosks, smart sensors,
decorative walls, partitions, glazing applications, and sky- 5
lights.
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